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in any element by using a full-form Go gauge which will take the form
of a plug threaded with a full thread.

It is not so easy to verify that a male screw is not too small in any
element. A full-form Not Go gauge will not ensure this. For obviously
if, say, the major diameter was correct and the minor diameter was too
small the full-form Not Go gauge would still not go and would not cause
the screw to be rejected. Again, if all the elements except the pitch were
correct and the pitch was too small, the full-form Not Go gauge would
not go and the work would not be rejected as it ought to be.

It is necessary, in fact, to employ a number of Not Go gauges each one
of which checks only one element of the screw.

This is not a peculiarity of screws but is a general principle applicable
to the gauging of all kinds of work and this principle had better be dealt
with now.

Not Go Gauges should not be Full-Form Gauges. This can
easily be demonstrated by considering the gauging of a simple circular
disc. A full-form Go gauge, consisting of a plate with a circular hole cut
in it, will clearly reject any disc that is too large in any diameter, but a
full-form Not Go gauge, consisting of a similar plate with a slightly
smaller circular hole in it, would not reject an elliptical piece of work, no
matter how much too small the, minor diameter was, pro-
vided the major diameter was not too small, as is indi-
cated in Fig. 349. If, however, the Not Go gauge was
a snap gauge (as shown in Fig. 329) and was tried on
the work in several positions, the elliptical disc would
be rejected if its minor axis was too small. The snap
gauge gauges only one dimension (a single diameter) at
FIG. 349. a time and all Not Go gauges should, theoretically, do

likewise.

A similar consideration will show that a Go gauge should be a full-form
gauge and that a snap Go gauge, theoretically, will not ensure that all
work that is too big will be rejected. In practice the use of snap-type
Go gauges does not lead to any difficulties, at least for work finished on
lathes or cylindrical grinding machines, because those machines do not
tend to produce work which is appreciably out of round. The principle
that Go gauges should be full-form gauges while Not Go gauges should
check only one dimension is sometimes known as Taylor's principle.

The Gauging of Screws in Practice. In practice male screw threads
are commonly gauged by means of a full-form Go gauge and three single-
element Not Go gauges ; the full-form Go gauge is often discarded in
favour of a snap gauge with a full thread form ; this is satisfactory
because, as mentioned above, out of roundness is not usually appreciable.
The Not Go gauges check the major, minor, and effective diameters, the

